(i2)«»ia**^izs-ji\r»H**tfcBBuia 


(43) m&'AmB 

2004 *E12 £29 B (29.12.2004) 



PCT 


(10) 

WO 2004/113742 Al 


(51) SfSteittfg 7 : F16B 35/00, C22C 23/00, C22F 

1/06, B21H 3/06, B21K 1/56, B21J 5/00 


(21) ffllSttlii#*§-: 

(22) HBflilllB: 

(25) m®mm<»m$i 

(26) HBg&§a<D»gg: 


(30) ® ft if 7*-*: 
4#B|2003-175286 
#812003-275005 
&BI2004-001071 


PCT/JP2004/008342 
2004 *f 6 ft 15 B (15.06.2004) 


2003 ^6 19 0 (19.06.2003) JP 
2003 *£7 ft 15 B (15.07.2003) JP 
2004 E6 0 (06.01.2004) JP 


(71) Wfi|A(*@£&<±Ta)*§5gSI::oL>T): ttfc 
-V— &5t£tt (SUMITOMO (SEI) 
STEEL WIRE CORP.) [JP/JP]; T 6640016 ^iSlif^fl- 
ffiEPlft-T B Hyogo (JP). 


(72) 

(75) «W#/Uil8iA(*@ICOUT(D^):*5$j£(OISHI, 
Yukihlro) [JP/JP]; T 6640016 JsltlieWliglStt- 
THS1 fttStai«ttSgtt #ft®#Br 

Hyogo (JP). JaftP S (KAWABE, Nozomii) [JP/JP]; T 

6640016 ^m^nmmmt-TB # 1 ^ttsm 

axSttSe^tt ffftSflsffift Hyogo (JP). fi[i 
(HASHIMOTO, Kcnzaburo) [JP/JP]; T5740015 rfcBKJfc 
*Krtiif^4Ta7Sl 2i|fca£tt2LXAfittj5r 
Osaka (JP). flffl gft (FIJKUDA, Kenji) [JP/JP]; T 

5740015 *(EJfr*Km IJfiS 4TB7Si2f»a$ 

a AS^Bf Osaka (JP). 

(74) ftSA: UJS £ (YAMANO, Hlroshl); T532Q011 *BE 
Jff*EmS£JHBH*g6TBl§3#7X hn*fr*:BE 
®2tf;U0Pg BFW4#lt*«5Br Osaka (JP). 

(si) fe£B(£*<o&iMsy, ±T<Dasa)@rt«KA< 

RTfiBj: AE, AG, AL, AM, AT, AU, AZ, BA, BB, BO, BR. 
BW, BY, BZ, CA, CH, CN, CO, CR, CU, CZ, DB. DK, DM, 
DZ, EC, EE, EG, ES, FI, GB, GD, GB, GH, GM, HR, HU, 


(54) Title: MAGNESIUM-BASE ALLOY SCREW AND METHOD OF MANUFACTURING THE SAME 
(54) S£Hjj<D«fli: ^ if * C Rlf*0)®&Jj& 



(57) Abstract: [PROBLEMS] To provide a method 
of manufacturing a magnesium-base alloy screw 
capable of manufacturing, with high productivity, 
a screw formed of a magnesium -base alloy with 
excellent strength and the magnesium-base alloy 
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